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ABSTRACT 

A cementitious product has an exposed surface finish which is ^plied during fonnation of 
the product by a pressing process and which sinuilates die surfbe and a^t of natural 
R stnnft nmvided bv s«cnndarv orocessine. 
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CEMENTmOUS PRODUCTS 
FIELD OF THE INVENTION 

5 

This invention relates to cementitious pioducts, more particularly but not exclusively for 
use in, and for, the building, construction and civil and structural engineering industries. 

a) Background of the Invmtion 

10 

Cementitious prcxfaicts, such as masonry, paving, paving ISags, paviours, flagstones, blocks, 
bricks, tiles, slates, posts, lintels, sills, slabs and panels and claddings and linings for walls, 
ceilings, 100& and floors have been made for many years by pressing or moulding 
processes. Hereinafter such pressing or moulding processes will be generically refeired to 
15 for convenience as "pressing*'. Cem^tious products are typically made of a cementitious 
mix of water, cement, sand, aggregate, filler, etc., with or without a colouring pigment 
Instead of pigment, the aggregate itself may provide colour to the cementitious product 

A typical pressing process involves the use of what is coirunonly known as a static block 
20 making machine. Pallets made fiom metal or wood are fed by a conveying means into 
the block making machine which comprises a mould, a cementitious mi^ (concrete) 
filling means, one or more conq^iacting devices, optional vibration deyices, a stripping 
device, and an outgoing conveyii^ means. The pallet, which forms die profile of one side 
of the block, is located under the mould in the machine. The mould comprises one or 
25 more side walls each defining a side of the desired block, and preferably the compacting 
and stripping device forms the final side of the block. Once ttie pallet has been located, 
die mould is lowered on to the pallet and held in ihctional contact to defiine a mould 
cavity comprising the upp^ surface of the pallet, and the surfoces of die side walls of the 
mould 
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The mould cavity is then filled with a cementitious mix (concrete) of the desired 
composition optionally using vibration or other levelling means to achieve a desired 
profile of concrete. A compacting head, which preferably will also be used for stripping, 
is then lowered on to the upper surfiice of the concrete in die mould cavity 
5 concrete is compacted by the force exerted by the compacting head, such force being 
direct pressure and/or vibration. Optionally, the mould cavity is then filled with a second 
cementitious mix (concrete) of another desired composition again optionally using 
vibration or other levelling means to achieve a desired profile of cementitious mix 
(concrete). A compacting head, ^ch preferably will also be used for stripping, is then 
10 lowered on to the upper surl^e of the concrete in the mould cavity and the concrete is 
compacted by the force exerted by the compacting head, such force being direct pressure 
and/or vibration. The use of two filling operations allows the manufacture of a block 
which primarily comprises a strong cost effective non visible layer in use and a more 
pleasantly aesthetic visible layer in use that may contain more expensive ingredients. 

15 

The compacting forces are stopped and the mould is then raised from the pallet with both 
the pallet and the compacting head, now acting as a stripping device, being held in 
stationary alignment When the mould has been raised clear of the green concrete block 
the compacting/stripping head is also raised clear of the green concrete. The formed 
20 green block of cementitious mixture (concrete) is then conv^ed out of the block making 
machine on the pallet on which it was formed. 

Optionally, the formed green concrete block on its pallet is conveyed into a secondary 
processing area, such as a washing station, to effect an exposed aggregate finish and then 

25 into an area where it is allowed to cure to ahardened state. Having cured to a sufficiently 
hardened strength the block is then conveyed on the pallet to a dqialleting station. The 
dcpallated block is then optionally transported to another secondaiy processing area 
where it is subjected to the action of secondary processing q[>paratus such as a 
shofolasting machine, bush hammer, chain flailer or the like and thence into an area 

3 0 where it is packaged for deliv^. In some cases the depalleted blocks are put into yard 
storage for a poiod of time before returning to a secondary processing area .The pallet is 
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conveyed back into the block making machine and the makiog cycle restarts. 
Many other presses^ pressing processes, an>aFatu5 and machinery and secondaxy 
processes and processing machinery, otfier than those described, are available. By way of 
example, hermetic pressing machines, hydraulic pressing machines that require no 
5 vibration, hammer action presses, presses using stamper plates, and presses with roller 
action are all used to make the same product type. 

Conventionally, the compacting and stripping device employs a hard pressing shoe, also 
known as a strq>per shoe, made fiom a metal or other hard or unyielding material, which 

10 alone acts on the c^entitious mix (concrete) contained within the mould. The effect of 
the action of the shoe on the cementitious mix in die mould cavity is shown 
diagnonmadcally and to an enlarged scale in Figs. 1 and 2 of the accompanying drawings 
to which reference will now be made. In Fig 1, an iqip^shoel is shown in the position in 
^ch it is pressing against an initially compacted charge of conentitious mix 2 in a mould 

15 C£Mity 3 whichintumfuitheroonq>act8tl^ it 
against a pallet (not shown). The cmientitious mix 2 includes fine paxtioles (sand and 
cement), so-called "fines" 4, and coarser paiticles of varying sizes made of a suitable 
aggregate 5 such as gravel or stone chippings. 

2 0 As will be qiparent from Fig. 1, the action of the unyielding shoe 1 has the effect of forcing 
die aggregate particles 5 downwards, as indicated by die illustrated arrows 7 and the fines 
4 to move upwardly with respect to and around, die coarser aggr^ate particles S, as 
indicated by die arrows 6, so that in the formed green cementitious product 8 shown in Fig. 
2, the aggregate particles S lie beneadi the i^per surface 9 ^ich is fomied of fines 4 and 

25 which presents die exposed sur&ce of the product in use. 

Moreover, because the pallet is also made of unyielding material, the lower sur&ce 10 of 
the cementitious product 8 also ends up being formed of fines 4. Whilst surfiu^es made of 
fines are perfecdy satisfactory for so-called "commodity'* wallii^ blocks i^ose surftces 
30 may be covered in use, this is certainly not the case with cementitious architectural 
masonry products such as paving flags and blocks >K4iich present at least one exposed 
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sur&ce for view and for wear. If cementitious products having exposed sur&ces foimed of 
fines are used, then not only are tiiese surfiices unsightly, but they are more subject to wear 
i^ch reduces still iuither their aesthetic 

5 Accordingly, with cementitious products which in use have at least one exposed surfece, it 
has become desirable to provide the exposed surfaces with surface finishes that are not only 
aesAetically pleasing but also may be more resistant to wear. 

b) Description of the Prior Art 

10 

The surfiice finish can be applied during pressing in the mould cavity by providing the shoe 
and/or pallet with a patterned non-metallic surface which pattern can be reproduced again 
and again, as disclosed in Gdnauchsmuster DE 296 07 260.S Ul. Moreover^ in the 
hermetic fMressing madiines referred to hereinabove which utilize a hard rubber mat on the 
15 pallet to seal tfie mould cavity, the surface of flie rubber mat &cing the mould cavity may 
be similarly provided wiA a pattem. Alternatively, the surfice finish is 24)plied to the cured 
cementitious prcxluct by secondary processmg. 

In secondary processing, the general ictea is to remove die surfice fines to the extent that 
20 more attractive aggr^ate particles are exposed, ie become a visible part of die exposed 
surfeces. This has hitherto been achieved in a variety of ways down the years and the patent 
literature is testament to diis (see^ for exan^le, DE 142 396; DE 37201 8A; GB 588,477, 
US 3,575,155 and EP 0 666,372A). In addition to grinding and polishing which, by 
definition, produce smooth exposed surfoces. secondary processing also involves the 
25 producdon of sur&ces which simulate die effect of natural stone. Sudi simulated sur&ces 
have been, and still are being, produced by shot blasting, hammering, bush hammering, 
water jets, striking, flailing, chain flailing, cutting, cutting using loiives or metal spikes, 
milling and the use of eccentric wd^ts. 

30 All diese secondary processes are expmsive, not only in time and labour but also in 
material wastage. But ihere is the added disadvantage of secondary processing being 
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environmoitally unfriendly as it can create large amounts of dust bxiniging with it the ever 
present danger of dust inhalation unless protective masks are worn and it can use excessive 
amounts of water creating undesirable envimnmeniaUy unfiiendly wa^ 

5 SUMMARY OF THE INVENTION 

Therefore, it is an object of the present invention to provide a cemaititious pioduct with a 
sur&ce finish which provides tfie exposed surfaces with visible aggregate particles which 
would normally be obtained by secondary processing but which overcomes or at least 
10 substantially reduces the aforementioned disadvantages. 

To this end, and in accordance with one aspect, the present invention resides in a 
cementitious product having an esqposed sur&ce finish M^ich is applied during formation of 
tfie product by a pressing process and which simulates tfie surface and aspect of natural 
15 stone provided by secondaiy processing. 

Expressed in another way, tiie invention resides in a cementitious product having an 
exposed sur&oe including visible aggregate particles, die said exposed suiftce being 
provided by a pressing process during formadon of the product 

20 

From another aspect, the invention resides in a mediod of maniifacturing a cementittous 
product having an exposed surfiice finish, chaxacterised in that the said sur&ce finish is 
q;q[>lied during formation of the product by a {mssihg process and simulates the sur&ce and 
aspect of natural stone pro vided by secondaiy processing. 

25 

Yet another aspect of die invention resides in a mediod of manufiicturing a cemoitittous 
product fiom a cemratitious mix including fine particles comprising sand and cement and 
coarser particles comprising an aggregate, characterised by forming the cementitious mix in 
such marmer that the formed cementitious product has an exposed sur£ice finish provided 
3 0 duririg forming in which coarser particles stand proud of the fine particles. 
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By means of the invention, all the disadvantages and cost penalties attendant upon 
secondaiy processing finr pxoducing a sur&ce SxaA which simulates die surface and aspect 
of natural stone are completely avoided. 

5 

Preferably, the surface finish is aqipiied by pressing a flowable mass against a surfiice of a 
cementitious mix inchiding aggregate, the action of the flowable material causing aggregate 
particles to be exposed and provide an exposed surfece finish which includes visible 
aggregate particles. 

10 

The action of the flowable mass has the effect of ''cleaning'* the surface fines off the 
aggregate particles adjacent to die sur&ce so that the cleaned aggregate particles stand 
proud, and forai a visible part, of the exposed sur&ce. 

15 Thus, the invention may further be expressed in terms of a cleaning operation to which end 
an exposed sur&ce finish is provided on a cementitious product comprising sand and 
crnient fine particles, aggregate coarse particles and water by cleaning fine particles fitim 
coarse particles during forming of the product 

20 From a further a^ect^ the present invention resides in a pressing apparatus for making 
cementitious products &om a cementitious mix, said pressing ^paratus including pressing 
shoe and pallet members, at least one of Mliidi includes a flowable mass whidi presoits a 
pressing sur&ce for engagement with a sur&ce of the cementitious niix during formation of 
the cementitious product. 

Although not stricdy necessary, in order to present substantially the same relatively planar 
pressing surface to die surfece of die mix, the flowable mass is prefaably resilt»t so ttiat 
its pressing surfece returns substantially to its original shape after each pressing operation. 
Expressed in anodier way, the resilient flowable mass could be described as resiliently 
30 deformable. 
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If desired or necessaxy to avoid oonstitueats of tfie mix adhering to the flowable mass and 
possibly reducing product quality by interfering with the action of Ae flowable mass on tfje 
sar&ce of the mix, action may be taken to clean, as by a sweeping action or by the use of 
5 air such as provided by an air knife, for example, the surface of die flowable mass after 
each pressing operation. 

The flowable mass may be made of any suitable flowable, resilient, deformable or elastic 
material consistent with providing the requisite flow characteristics to achieve the 
10 ''cleaning*' effect to expose die surfK^e aggregate particles. Plastics, synthetic and natund 
rubber and elastomeric materials may be used and Applicants have found that polyuretfaane 
is particularly advantageous. 

The flowable mass may be in the form of a discrete body, eg ablock or sheet, or in layer 
15 fonn of one or more materials (laminated mass), which advantageously is incorporated into 
either of the pressing shoe or pallet menibeis. In order to facilitate die cleaning effect on the 
aggregate particles along the mould cavity walls, the flowable mass may have an inwardly 
fiicir^ bevel extoiding around its outer periphery. Akematively Applicants have found that 
die use of a differ^t matmal or mass that is bondable with die flowable niass in the 
20 periphend region to di^ of the rest of die mass avoids the need to incorporate such a bevel. 

Applicants have also found that the action/flow chacteristics of the flowable mass may be 
improved by the use of a con^>osite material, for example by constructing the flowable 
material in layor form of one or more materials such that various beneficial properties are 
25 inipaited by each of die materials »iployed. 

Alternatively, instead of being a discrete body, the flowable mass may be constituted by a 
fluids for example a gas, liquid, gel such as a silicone or particulate material such as sand 
which is contained in a flexible membrane such as a film of a suitable plastics material. 
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BRIEF DESCRIPnON OF THE DRAWINGS 

In oxtkr that the invention may be more readily understood, referaice will now be made, by 
way of example, to the acconq}anying drawings, in which:- 

5 

Figs. 1 and 2 are diagrammatic sectional views, to an enlarged scale, through a charge of 
COTientitious mix in a mould cavity and showing the action a nonnal shoe of a known 
pressing process on the mix; 

10 Fig. 3 is a sdiematic view of a pressing apparatus for making cementitious paving products 
in accordance with the invention; 

Fig. 4 is a diagrammatic detail sectional view showing compaction of a charge of 
cementitious mix comprising sand and cement and aggregate particles in a mould cavity by 
15 a pressing shoe fomiing part of the apparatus of Fig3; 

Fig. S is a diagrammatic detail sectional view to an enlarged scale showing the pressing 
action of Fig. 4 on tiie sur&ce region of the cementitious mix ; 

20 Fig. 6 is a diagrammatic detail view to a greatly enlarged scale showing the efifect of the 
pressing action, with the aggregate particles appearing as spaced apart altfaoujgh they are in 
fyct in a close packed arrangement that can only be seen in a three dimensicmal view; 

Fig. 7 is a diagrammatic detail view to an enlarged scale of the cementitious mix showing 
25 the ultimate effect of die pressing action and after withdrawal of depressing shoe; widi the 
aggregate particles appearing as spaced apart although they are in fiict in a close packed 
arrangement diat can only be seen in a Aree dinoensional view; 

Figs. 8 and 9 are photomicrographs from one side and above respectively of a part of a 
30 cementitious paving product, made in accordance with the invention by ttie apparatus of 
Figs. 3 to 5 and showing more clearly the close packed arrangement of aggregate particles ; 



ll-DeC-^1997 18:54 DftUID KELTIE ASSOCIfiTES 0171 583 6969 P. 

CA 02224454 1997-12-11 

-9- 

and 

Fig. 10 is a diagrammatic detail view of an attemative embodiment of jmssin^stripper 
shoe comprising a composite flowable mass incoiporating more than one material and/or 
5 layers of material and having a peripheral region made finom a similar or different material 
that is bondable with Che flowable mass. 

DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS 

10 Refeiiing to Fig. 3 there is shown a pressing apparatus for maldng cementitious paving 
products which is generally indicated at 20. The pressing apparatus 20 comprises a 
mould frame 21 which in this diagrammatic representation defines three cavities 22. The 
mould frame 2 1 is closed at its lower sxirfieice by a pallet 26 which is held under pressure 
in frictional contact. The pressing apparatus 20 also includes a feed drawer 23 which 

15 receives a first charge of cementitious mix 24 comprising water, sand and cement mi 
coarser aggregate particles from a feed hopper (not shown). The feed drawer 23 is 
reciprocable in the directions of arrow 25 between positions under the feed hq[>per (not 
shown) and in alignment with the mould cavities 22 such that the first cementitious mix 
24 is transferred via the feed drawer 23 into the mould cavities 22. 

20 

(Optionally, the cementitious mix 24 also includes an admixture comprising one or more 
of a water proofs, fuftgicide, plasticiser, air entrainer and the like. 

The pressing apparatus also comprises a series of compacting/stripping heads 27 which 
25 are of piston like construction with a piston plunger 28. The piston plungers 28 are 
substantially vertically moveable in the directions of the illustrated arrows 29 into and 
out of positions in ix4iich they exert a pressing action on the first cementitious mix 24, as 
will be appreciated from Fig. 4. Each plunger 28 has a metal holder 30 defining a recess 
31 which aocomiiiodales, and r^ains, a flowable mass constituted by a pressing/stripper 
30 shoe 32 formed of a block of a resilient flowable material, such as polyurethane. 
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The pressing shoe 32 contacts and optionally exerts a moderate compacting pressure on 
the first mix 24 in the mould cavity 22, and/or vibration is applied to die pallet 26, such 
that the level of die cementitious mix 24 in the cavity is sufficiently low to provide space 
5 for a second and final cementitious mix 2. The metal holder recess 3 1 of the metal holder 
30 is outwardly flared as indicated at 33 and the shoe 32 has a complementary inwardly 
directed peripheral bevel 34 so diat the entire upper surface 37 of the mix 2 (Fig. 4) is 
contacted by the lower sur&ce 36 of the pressing shoe 32. 

10 A further feed drawer 35 is included in the pressing apparatus 20 and receives a second 
charge of cementitious mix 2 comprising water, sand and cement (fines) 4 and coarser 
aggregate particles 5 fix>m a feed hopper (not shown). The feed drawer 35 is reciprocable 
in the directions of arrow 36a between positions under the feed hopper (not shown) and 
in alignment with the mould cavities 22 such that the second cementitious mix is 

15 transfetred via the feed drawer 35 and into die mould cavities 22 where it lies on top of 
the first mix 24 as will be appreciated fix>m Fig. 4 in which line 2a indicates the position 
of the boundary between the two mixes 2 and 24. Like the mix 24, the mix 2 may also 
optionally include an admixture. 

2 0 Again, the piston phiagers 28 are moved substantially vertically in the directions of die 

illustrated arrows 29 so that the pressing shoes 32 contact, and exert a flirther and final 
compacting pressure on, the second mix 2 in the mould cavities 22 such that the two 
cementitious mixes 24 and 2 are pressed into bonding alignment, with the upper and 
lower sur&ces of the cementitious mix in the mould cavities 22 being formed by die 
25 pressing shoes 32 and pallet 26 respectively. This completes die forming of the 
cementitioxis product in the mould cavities 22. 

Whilst the cementitious mixes 24 and 2 may undergo an initial partial compaction in the 
mould cavities 22 by the action of the vibration applied to the pallet 26, this vibration is 

3 0 can optionally be continued throughout both the pressing actions of the pressing shoes 

32, on the mix 24 and on the mix 2. 
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In Fig. 4 can be seen the action of one pressing shoe 32 where it contacts the partially 
compacted mix 2 during its pressing movmient down a respective mould cavity 22. The 
material of die pressing shoe 32 initially acts to compact the mix 2 until die large 
5 (coarse) aggregate particles S are in a close packed anrangement such that further 
movement of those aggregate particles is no longer possible. Continued pressure applied 
by the pressing shoe 32 then causes ttie shoe 32 to deform and, in defonning. its lower 
surface 36 which is in contact with the i^per surface of the mix 37 increases in surface 
area such diat it flows around the uppennost aggregate particles 5 and continues to press 
10 upon the uppermost fines 4, driving them into the areas between the aggregate particles 5 
that lie within the cementitious mix 2. 

The action of die pressing shoe 32 on die cementitious mix 2 is further shown in Figs. 5 
and 6. Referring to Fig. S this shows the outer surface 36 of the pressing shoe 32 in 

15 contact widi the uppermost surface 37 of the mix 2. The downward pressing action of die 
flowable material of the pressing shoe 32 on the mix 2 initially causes die mix to 
compact until die large aggregates are in a close packed arrangment and causes the fines 
4 to migrate downwards from the mix siirfiice 37. Continued downward pressing action 
then causes the shoe 32 to deform and the lower surface 36 of the shoe 32 to increase in 

20 sur&ce area and to flow around die large aggregate particles S as illustrated by the arrows 
40 leaving a thin layer of fines 4 pressed over the aggregate particles 5 near the mix 
surftce 37. As can be seen more particulaiiy from Fig. 6, during this migration^ the outer 
surfice 36 of the pressing shoe 32 conforms to the sur&ce 37 of the mix 2 and comes 
into frictional contact widi die uppermost aggregate particles 5 and dien, in flowing 

25 around the surfiice of the aggregates S whilst in fricdonal contact, efiSscts a cleaning 
action by removing the thin layer of fines 4 fiom the aggregate particles S, as illustrated 
by die arrows 40. 

The formed (pressed) green cemmtitious block 38 shown in Fig.7 is then removed fit)m 
3 0 the mould cavity 22 by raising the mould whilst holding the shoe 32 and pallet 26 in 
stationary alignment. The pallet 26 containing the pressed block 38 is dien lowered onto 
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a conveyor (not shown) on which it is conveyed to a curing location for curing. Thus, by 
virtue of the cleanii^ action of the pressing shoe 32, die block 38 has an exposed suxftce 
finish 42 in whidi the aggregate particles 5 project pnmd of the exposed surftce of the 
block, witfi the fines 4 havir^ been driven into the areas between the aggregate particles S. 

s . ' 

Portions of an actual paving product 41 made by the appzuratus of Figs. 3 to S are illustrated 
in Figs. 8 and 9 in side and plan views respectively. There is the exposed surface finish 42 
with the aggregate particles 5 standing proud of the exposed surfiice of the paving product 
to simulate the surface and aspect of natural stone widiout die exposed surface having been 
1 0 subjected to any secondary processitig. Paving product 4 1 has a base layer 44 which has 
been ibntied of the cmentitious mix 24 and a top layer 4S formed of the cementitous mix 
2. 

Referring to Fig. 10, the pressing/strqn>er shoe 32d differs from that of Figs. 3 to 5 in diat 
15 it comprises a composite flowable mass which is affixed to tihe metal holder 30. The 
intermediate layei/s 52 may advantageously be a liquid, a gas, a gel or a particulate material 
such as sand. The side perq^heral edges SO of the shoe 32a are made fiom either a flowable 
or hard material and are genendly in firicdonal contact witfiin die mould cavity with the 
mould walls 21. Affixed to both the peripheral edge 50 and die holder 30 is a first lay^ SI 
2 0 made tmn eidier the same or another suitable flowable and/or hard matmal as that used for 
the peripheral edge 50. Again affixed to the side peripheral edge 50 of the shoe 32a at its 
lower extremity is a fbrtfier layer 53 of suitable flowable material which will make contact 
with the upper sur&ce 37 of the ccmentitious mix 2 (Fig.4). The l^er S3 may be afiSxed to 
die first layer 5 1 , or be held in fiictional contact therewifli, or may be spaced dptutt with one 
25 or more intermediate layers 52 ^ch again may be a£Gxed or held in firictional contact. 
Since the peripheral edge SO and the first and lower layers 51 and S3 can form a sealed 
envelope con^rising an intermediate layer in die fi>rm a liquid, a gas, a gel or a particulate 
material there is no need to provide die outwardly flared and peripheral bevelled parts 33 
and 34 req>ectively , 

30 
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The present invmtion may be embodied in other specific fonns widiout departing from the 
spirit or essential attributes thereof ami, accordingly, reference should be made to the 
2q[)pended claims rather tiian the foregoing specification as indicating tiie scope of the 
5 invmtion. For example, instead of ttie Ibnned product being made of a cementitious mix, 
mixes of other materials having fine and coarse particles such as a mix of fine particles of 
clay and coarse aggregate particles may be used The mix may comprise aggregates and a 
resin, or the binder may be a material oth^ than cement such as gypsum. So the use of the 
term **cementitious mix" in this Q>ecification also covers such altemati 

10 

Furthennore, although it is prefenred for reasons of cost and efficiency, for the flowable 
mass to be carried by the piston plungers 28, the flowable mass could be carried by the 
pallet 26 altornatively or in addition to the plungers 28. In a furth^ alternative, a flowable 
mass may be used to form coU^ible side walls to the mould such that side pressing is 
15 effected. 

The pressing surfece 36 of the pressing shoe 32, although being generally planar in the 
described embodiment, may be provided wsdi any suitable kind of pattern to provide a 
decorative and/or skid resisting surftce finish to the exposed surface of the formed 
2 0 cementitious product, or to incorporate features such as signage^ lettering, logos etc. 

Moreover, although tibe pressing operation has been described widi reference to tfie use of 
two cemeiititious mixes, a unitary cementitious mix, or a composite of more than two 
cementitious rxiixes rriay be used if desired or required. 

25 

Finally, the fact fiiat the pressing qpexation has been described to rq)lace or eliminate the 
need for secondary processing does not mean that secondary processing is excluded 
because it may be d^irable to incorporate a secondary process such as li^t washing, or 
spraying with an acryUc latex the further to enhance the simulated surfece and aspect of 
30 natural stone. 
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WHAT IS CLAIMED IS 

1. A ccmentitious product having an aq)osed surfecc finish which is applied during 
formation of the product by a pressing process and vrfiich simulates die surface and aspect 

5 of natural stone provided by secondaxy processing. 

2. A oementitious product having an exposed surface including visible aggregate particles, 
said exposed surface being provided by a pressing process during form^on of the product 

10 3. A method of manufiK^turing a cementitious product having an exposed surface fini^, 
characterised in that said sur&oe finish is ^lied during formation of the product by a 
pxessing ptocess aiid simulates the surbce and aspect of natural stt>ne provided by 
secondary processing. 

15 4. A melfaod of manufacturing a oementitious product from a cemmtitious mix including 
fine particles comprising sand and cement, coarser particles inchiding an aggregate and 
water, characterised by fonmng the cementitious mix in such mamier that Ae fonned 
cementitious product has an exposed surfice finish provided during forming in which 
coarser particles stand proud of tfie fine particles. 

20 

S. A metfiod of manuftcturing a cementitious product fiom a cementitious mix comprising 
sand and cement fine particles, aggregate coaise particles and water, characterised in that 
an exposed surface finish is provided on the cementitious product by cleanmg fine particles 
fiom coarse particles during forming of die product 

25 

6* A method as claimed in any one of claims 3 to 5, wherein the sudoace finish is applied by 
px^ssing a flowable mass against a surfiace of a cementitious mix including aggregate, the 
action of die flowable mass causing aggregate particles to be exposed and provide an 
exposed surfiice which includes visible aggregate particles. 

30 
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7. A rneOtod as claimed in claim 6, wherein the flowable material is cleaned after each 
pressing operation. 

8. A method as claimed in claim 7, M^erein the flowable matorial is cleaned by a sweeping 
5 action or by the action of air. 

9. A pressing apparatus for making cementitious products from a cementitious mix, said 
pressing aiq^aiatus including pressing means ccmiprising a flowable mass ^iiich presents a 
pressing surface for engagement with a sur&ce of the cementitious mix during fonnation of 

1 0 the cementitious product 

10. A pressing apparatus as claimed in claim 9, wherein the flowable mass is resilient 

11. A pressing apparatus as claimed in claim 9, vi/bemn the flowable mass is resiliently 
15 deformable. 

12. A pressing apparatus as cbdmed in any one of claims 9 to 1 1, and including means for 
cleaning Ae flowd)le mass after each piesaiiig qpe^ 

20 13. A pressing af^uuratus as claimed in any one of claims 9 to 12, wherein the flowable 
mass is made fiom a material selected fiom aplastics, synthetic rubber, natural rubber and 
an elastomer. 

14. A pressing ^aratus as claimed in claim 13, ^^lierein the flowable mass is 
25polyurethana. 

15. A pressing £q[>paratus as claimed in any one of claims 9 to 14, wherein the flowable 
mass is accommodated in an outwardly flared recess and has an inwardly £gboing peripheral 
bevcL 

30 



-DEe-1.997 19:58 ^'^'^ CA^02224^i9'5^^^ 0171 583 6969 P,02 

-16- 

16. A pressing apparatus as claiined in any one of claims 9 to 14, wherein the flowable 
mass is a composite flowable mass. 

17. A pressing ^paratus as claimed in claim 16. wherein the composite mass incorporates 
5 more than one material and/or layers of material. 

18. A pressing apparatus as claimed in claim 16, wherein the composite mass has a 
peripheral region made from a difiGsreat flowable material 

10 19. A pressing ^aratus as claimed in claim 16, 17 or 18, wherein the cornposite material 
comprises an intermediate layer in the form a liquid, a gas, a gel or a particulate material 
sealed by an envelope fomied by two other said layers. 

20. A pressii^ apparatus as claimed in any one of clauns 9 to 19, wherein the floirable 
15 mass fonns part of a pressing member and/or pallet member. 

21. A pressing'^^aratus as claimed in any one of claims 9 to 14, wherein tiie flowable 
inass fimns at least one wall of a mould cavity. 

2 0 22. A cemmtitious product, ^enever made by the method as claimed in any one of claims 
3 to 8. 

23. A cementitious product, whenever made by the apparatus as claimed in any one of 
claims 9 to 21. 

25 

24. A laid array of crarientitious products made in accordance widi any of claims 1 to 23. 
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